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(71) We, Johns-Manville Corpora- 
tion, a corporation organized under the 
laws of ^e State of Not York, United 
States of America, of 22 East 40tii Street. 

5 New York, State of New York 10016, 
United States of America, do hereby declare 
the invention, for which we pray that a 
patent may be granted to ns, and the method 
by which it is to be performed, to be particn- 

10 larly desaibed m and by tiie foflowing 
statement: — 

Tliis invention rdates to a thermally 
insulating body comprising fibres bonded 
togetiied to fonn a resHient blaidcet, and to 

IS to a method of producing such a tiiermally 
insulating body. 

In the construction of metal bufldings, for 
for example, buildings having corrugated 
sheet metal walls and roofs, msulating 

20 witii moisture impervious facings 

are used to Ime the inside for purjjoses of 
insulating the building as well as improv- 
ing appearance. The roofs of such build- 
ings presented problems when a blanket of 

25 glass wool insulation is used Unless the 
blanket was supported on close centres, it 
had a t^den^ to to sag ^ving an un- 
sightly appearance. H the facing was to 
form a moisture hnparvious surface, tabs 

30 e3Cfcending from the longitudinal margins of 
the blanket insulation vmt required to be 
stapled or ghxed togetiier. Often a sealing 
strip was secured over the longitudinal seam 
betwewi blankets. 

35 One approach for an insulating layer m 
the above type constoiction is the use of a 
rigid or senn-rigid board of felted fibres. 
Such board has herrtofore been cut in rela- 
tively short lengfiis to facilitate handling 

Af\ and shippmg. 'Hiese Aort lengths require 
frequ^t end joints which faiCTease the poten- 
tial for heat loss and are unattractive. When 
faced with a sheet of material providmg a 
vapour barrier, and in some instances a 

45 decorative finidi, the end joints of the 

rPnce 25p] 



facmg require additional installation effort 
and further detract from the final appear- 
ance- 

According to one Bspcd of the pxesent 
invention we provide a tfaecmaSy inf a il a tm g 50 
body oom^n^: fibres bonded together to 
form a. resilient jaimary blanket, said prim- 
ary blanlcet having a major &ce and a 
longitudinal miugjn. and an edge strip, a 
flexible sheet facing means secured to the 55 
face of the blanket wi& a portion extending 
beyond said longitudinal margin and over 
at least a part of said edge strip to d^e 
a tab, the edge strip lying alcmg said km^- 
tudinal rnar^n and extendmg at least to the 60 
longtodinal edge <rf said tab to protect die 
tab against physical deformati<m during 
handling, a tape goierally coextensive with 
and bonded to said tab to remforce said 
tab and to prevent stiddng of said edge 65 
strip to said tab, said e^e strip bemg 
adapted for removal from the tab for ex- 
posmg the tab at a time when said insulating 
body is mstalled whereby said tab is adapted 
to overlie an adjacent insulating body for 70 
at least partiaHy sealing the joint therebe- 
tween. ^ . - 

According to a second aspect or tne 
invention we pro^de a method of producing 
a thermaDy insulating body comprising: 75 
formmg fibres into a thermally insulating 
blanket, slitting the blanket longitudinally 
at least along one side to form a primary 
blaidcet and a removable edge strip witii the 
edge strip remaining in position relative to 80 
the primary blanket applying a flexible 
sheet facing material over the primary 
blanket and over at least a part of the 
width of the edge strip, providing a tape 
along one longitudinal edge of said sheet 85 
facmg and bonding s2ud shape to said sheet 
facing, bonding the flexible sheet facing to 
the primary blanket, said tape preventing 
the bonding of said edge strip to said sheet 
facing, and packaging the resultant insulat- 90 
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ing body with the edge strip remaining in 
position to protect its overlying siheet fawng 
from defecation during handling whereby 
tibie edge strip is adapted to be removed upon 
5 unpackagmg and installaition to expose the 
overlying sheet facing reinforced by said 
tape as a cantilevered portion to define a 
sealing tab. 
The thermally insulating body of the 

10 present invention may be used to overcome 
liie above problems by produdng the same 
in the form of a roll of blanket insulation 
having a lengfb suit^le to span a plurality 
of frarning elements and frequently of such 

15 length as to extend across an entire build- 
ing si»:^ce. For example in roof installa- 
tions, the blanket may extend tbe length of 
the roof and possess suffident degree of 
dgidity to resist sagging bet^veen purlins 

20 on 4- 6 foot c^tres. lii addition. I^e insu- 
lating material has a tab of facmg material 
extending fiom its maripn with sufficient 
stiffness for overlapping an adjacent blanket 
This tab is protected in shipsang to main- 

25 tain its shape allowmg the blai£ets to be 
butted and a idatkei^ in^avious seal ob- 
tained beliwcen blankets wf&out stapling or 
gluing. 

A thermaHy insulatmg body is disclosed 

30 in the preferred eonbodmient as a blanket 
of resin bonded gla^ fibres having major 
fiat &ces with longitudinal margms. llie 
blanioet is slit longS^Ddmally along one side 
just a short distance inwa^ from the edge 

35 to define an edge strip yASA is temporarily 
held in poskion by t& dit bemg an incom^ 
plete or pezforatBd ^ T3ie edge strip is 
adapted tor physical removal as a later 
step. Tlie edge strip is at least equal in 

40 width to the tab to protect the tab from 
being crushed (ff displacement relative to 
that portion of tlie mdng secured to the 
primary bladcet The edge strip remains 
temporarily in position to provide a protec- 

45 tive body adjacent the tab. 

Hie primary blanket and edge strip are 
formed by bonding fibres which are therm- 
ally insulatmg into a blanket, longitudin- 
ally slitting the blar^ in a perforating 

50 manner to fonn a primary blai^et and an 
edge strip vn&i the edge strip parallelmg a 
longifndinal margin of the blanket A tab 
is formed by securing a facing dieet to a 
majcMT fece of the primary bla&et and ex- 

55 tendmg the fadng sheet over at least a 
portion of the edge strip to allow the edge 
strip of blMket to protect the tab during 
handlmg. 

The tab is rdnforced by a tape provided 
60 by folding a portion of the facing sheet upon 
itself or by flie use of a supplemental tape. 
When the latter method is used, the blanket 
witii a thin flexfl>le fadng sheet and a sup- 
plemental tape is to be bonded to the 
65 blanket The facing and tape are simul- 



taneously applied to the blanket wi& the tape 
lymg between tbe dicing and die blanket 
in registry with the edge strip already 
formed by slitting the blanket along its 
longitudinal margin. Tbe combination is 70 
cured in an oven to set the adhesive and 
then wound on a mandrel of sufficient dia- 
meter to prevent the blaidcet from obtaining 
a permanet set to enable it to imroll to 
a flat form. Since the tape is in^endous to 75 
the adhesive, it masks the fadng from the 
edge strip making the edge strip removable 
along tbe slit when the tab is to be exposed. 
At die same time» the tape beneath fht tab 
overkps to the primary blanket by a short 80 
distance. The tape also reinf<TOes &e tab. 

The present insulating blanket eliminates 
the need for stapling or gkdng of tabs to 
form a vapour barrier as required in the 
prior art Use of the tape and protective, 85 
disposable, edge strip-like protective portion 
diminates wrinkles of the tab to give a 
better appearance. The degree of rigidity 
of the blarfcet by reason of its relative 
high density eliminates sagging and makes 90 
it easier to handle. Appearance is also 
also enhanced because the flat overl^iping 
tab is hardly discem^Dle giving a smooth 
finish impr^on. 

The invention will now be described by 95 
way of example witti reference to the ac- 
companying drawmgs in which : 

Figure 1 is a simplffied sdiematic of an 
elevational view of a line for manufacturing 
blai&et insidadon; 100 

Figure 2 is a cross-sectional view taken 
generally al(mg Line 2>2 of Figure 1 and 
showing a sMing operation; 

Figute 3 is a plan view of Hxq slittmg 
operation of Figure 2 t^n generally along 105 
Line 3-3 of Figure 1; 

Figure 4 is a cioss-sectional view taken 
generally along Line 4-4 of Figure 1; 

Rgure 4A is a cross-sectional view simi- 
lar to Flgioe 4 but diowmg a different HO 
embodiment; 

Figure 5 is a fragm^taiy perspective view 
of the blanket insulation wiUi cut-away 
portions to illusttate the disposable edge 
sirip, tape and ^eet; 115 

Hgme 6 illustrates a roll or package of 
insulation; 

Figure 7 is a fragmentary end-view of 
rolled insulation for illustrating relative 
positions of edge stop and tab; 120 

Figure 8 is a segment of a longitudmal 
cross-section of a roll of insulation illustrat- 
ing the relative positions of tiie edge strip 
and the tab; 

Figure 8A is similar to Figure 8 but 125 
showing .a different embodimCTt; 

Figure 9 illustrates a deformed tab; 

Figure 10 illustrates a roll of insulation 
partially unrolled and showing partial re- 
moval of Hie edge strip to expose the tab; 130 
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Figure 11 is a cross-sectional view of a 
portion of the blanket and tab; 

•Fi^re llA is a cross-sectional view simi- 
lar to Figure 11 but showing a different 
5 enrbodiment; and 

Hgore 12 is a perspective view of several 
strips of insulating material over a roof 
purlin in side by side relatioliship. 
Referring to Figure 1 a manufacturing 
10 line in schematic form is illustrated for the 
manufacture of blanket insulation of fiber 
glass wod wherein filaments 10 are formed 
mto elongated glass fibers 12, softened by 
a flame attenuator 14, and coated with 
15 binder by &e binder applicator 16 to form 
a blanket 24 on the chain belt 18. Hie 
thickness the Wanket 24 is cxagg^ated 
for illustcation purposes. The blanket 24 
passes between &e hot rolls 20 whm the 
20 snifaces are cured and onto platens 22 where 
the insulation is cured to the desired thick- 
ness. Spaced apart rotary knives 26 trim the 
edges of the blanket 24 while a slotted disc 
27 (Figure 3), turning agfidnst a badc-np 
25 roll (not shown) at a peripheral speed equal 
to the linear speed erf blanket 24. slits the 
blanket in a perforated manner to foim an 
easily disposable strip-like blanket portion 
54 along one longitudinal margin 62 of the 
30 blanket Any other means may be used just 
so the edge strip is at least partially severed 
from the blanket for subsequent physical 
removal. Immersed in an adhesive bath 30 
is a roll 32 having a doctor roll 34 for 
35 a^plymg adhesive to facing 36 being fed 
from feeing roll 38. As the facing 36 with 
adhesive hereon is advanced toward the 
blaiiet 24, it is joined by tape 40 from 
TdH 42 and both are brought in contact 
40 with the blanket 24. at the pomt of tangency 
between the blai&et 24 and directional roll 
44. The comfbination is passed throng an 
oven 58 where the adhesive is cured to form 
a bond between feeing 36 ^d blanket 
45 24 and tape 40 resepectively. A lon^udinal 
portion fht feeing 36 overhangs the blaidcet 
24 as a cantilevered tab when portion 54 
of the blanket formed by the praforated 
slit is removed- Uiat tab, rrinf orced by tape 
^0 40, can be nsed to seal butted joints ^en 
lengths of blanket 24 are mstalled side by 
side, Fmally, the blanket 24. inchidmg edge 
strip 54 is wrapped or packaged in rolls 
28 about a mandrel 46 to form a convenient 
^5 handling package. 

While tile line outlined above produces, 
in the preferred en^odiment, a ^ass fiber 
blanket 24 it is to be nnderstood l3hat other 
materials can be fiberized by the usual 
60 means of spinning, drawing, attenuating and 
blowing for ^ or part of the insulating 
blanket Hie glass fibers 12 are fonned from 
filaments softened by the flame attenuator 
14 to attenuate the filaments into leng&s 
65 of individual elongated fibers 12. Collection 



0(f the fibers 12 on the chain belt 18 results 
in a build-up to form a blanket on the belt 
18 as it is continuously irK>ved around the 
supporting rolls 48. Sufficient adhesion in 
the tnnder, ai^lied by the binder applicator 70 
16 as the fibers 12 are attenuated, exists to 
maintain the fibers in a loose blanket 24. 
The blanket 24 is then passed thiough the 
hot rolls 20. which are rotated, to cure the 
surfaces of the major faces of the blanket 75 
24 by virtue of the heat released from the 
hot rolls 20. In passing between the platens 
22 the suifecc cured blanket 24 is puHed 
throng an opening formed by parallel inner 
feces of the opposing platens 22 and by 
applying heat from the platens 22 the 
blaidcet is given the desued thidaiess and 
cured to retain its Aape and give it the 
desked degree of rigidity. In the utilizations 
conten^latBd here, densities of the order of ^5 
1 to 2 pounds per cubic foot have been 
employ«l in tiiidmesses of from 1 to 3 
inches with suffident binder to avoid any 
substantial sag of faced material when sup- 
ported on five foot centers. Division of 90 
blarfcet 24 into the primary portion 52 
and secondary edge strip portion 54, which 
becomes a readily d^(^ble strip, is accom- 
plished witb a slotted circular saw 27 against 
a baddng roll (not shown) to leave readily 95 
severable bridges 53 of insulating wool 
between 52 and 54, see Figure 5. 

Although glass fibers are preferred due 
to their ease of formation and thus eco- 
nomical availability in fine diameters and 100 
appropriate lengths, other common materials 
whidi can be fiberized as by usual means of 
spinning, drawing, attenuating, blowing* etc. 
into fine diametra: fiber can be employed 
exclusively or in part in the formation of 105 
the mat These may include known products 
manu&ctured from various source materials 
of silicates of metal oxides, such as rock 
wools from argillaceous matter or shale, 
slag wool from metallurgical slags, each lift 
commonly referred to as **mineral wools", 
aluminum silicate fibers and any fibers of 
the so-called glasses. 

A thin flexible facing 36, fed from the 
fadng roll 38 as iOustratcd m Figure 1. is us 
plac^ atop tiie blanket over its full width. 
Typical of the fedngs 36 nsed are xmplasti- 
cized films such as chlormated polyethylene 
and polyvinyl chloride. Other moisture im- 
pervious films may be nsed. An adhesive 120 
bath 30 with a roH 32 rotating in a supply 
of a(&esive in the bath 30 is provided 
to apply a controlled amount of adhesive to 
a do<^ roll 34 which in turn applies the 
adhesive to the mn^ face <^ the facing 36 125 
before it is joined on the directional roll 
44 by t^ supplemental tape 40, which may 
be a more flex3>le vinyl Tape 40 reinforces 
tab 60 and {^events adherence of strip por- 
tion 54 to facing 36. The tape roll 42 130 
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feeds tape 40 onto the directional roll 44 
wbidh is rotated to apply fadng 36 and 
tape 40 to the blanfcet at Has point ot tan- 
gly hetvreen tiie roll 44 and the sorfaoe 

5 of the Uanket 24. Curing of the adhesive 
to foxm a bon4 betVTeen fhe &dng 36 and 
blanket 24 and betwe^ the fadng 36 and 
&e tape 40 is acoomplished by heating the 
combmation in the oven 58. Strip portion 

10 54 is not adheied to fadng 36 or tape 40. 
T3ie bl^dcet insulation, now complete with 
&dng 36 and tape 40, is wrapped around a 
mandrd 46 whxA is driven by conven- 
tional means, not iUnsliated, by attaching 

IS &e leading end of tiie blaidot 24 to the 
mandtd. Hie sn^est radios of wrap is 
laxge enon^ to prevent a set in the blsuiket 
24 so lhat the blanket 24 retains its flat 
shape upon bemg unrolled Substantial 

20 laigtfas, for exan^le in excess of one hun- 
dred feet, are wound in roSs 28 and then 
&e idaidoet 24 is transversely severed by a 
coavraidonal sneans, not iUusfzated, e.g. a 
shear. T3ie rdled blai^ 24 is removed 

25 tfrom the mantbd and the new leading edge 
attached to the mandrel 46 to coatinue the 
process. Side strip 54 is tengjorarily held 
in position under tab 60 by friction there- 
between or by its incomplete severance from 

30 the primary blaiiet, or by both. K severance 
is complete throughout &e margin, fdcti(m 
against the tab alone is normally sufScient 
to hold the strip in temporary position. The 
edge strip temporarily protects the tab from 

35 deformaticm. It is ^ective during packag- 
ing, such as pladng in a roH and subse- 
quent handling and unrolling for use. Ibe 
strip is manually removable to expose the 
tab in cantOevered projection from the 

40 primary blanket 

Ibe -febiication and purpose of the 
blai^t 24 when completed with its ^dng 
36 and tape 40 can be better understood 
by viewing the product as illustrated in 

45 FIGURE 5. A fragmentary portion of the 
blanlcet 24 is illustrated with its fadng 36. 
tape 40, and secondaay edge strip portion 
54 of tiie blardcet bH cut back for illustrative 
purposes. The primary portion of the 

50 blanket 52 in 1-1/2 inch thickne^ and 1 
pound per cubic foot density, having a 
facing sheet of 4 mil unplastidzed chlorin- 
ated polefliylaie and 3 mil plasticized vmyl 
tape, will sag only a 1/4 inch when sup- 

55 ported on five foot centers because of the 
degree of rigidity given to the blanket by 
the curing between the platens 22. This 
degree of rigidity enables the primary por- 
tion 52 of blanket to support a tab 60 

60 created by the overhang of tape 40 and 
facing 36 when the secondary portion 54 
or detachable strip of blai^et 24 is simply 
broken away along the longitudinal margin 
62. The tape 40 offers &e advantage that 

65 it is impervious to the adhesive on the facing 



36 and mas^ the detachable edge strip 54 
from the adhesive to maintam. it free for 
reraovaL At the same time, the tape 40 over- 
hps the jpmary portion 52 and is attached 
by adhesion to the fadng 36 lendmg rein- 
f orcement to the tab in the transv^e direc- 
tion as well as the longitudinal direction 
of the blanket 24. 

The tab 60 is x^^otected from deformation 
relative to the bknket 24, e.g., boiding or 75 
wrinkling, by the detadi^le str^ 54 remain- 
is^ adjacent thereto up until the time of 
use. By lapping the tab 60 of one blanket 
over the maigmal edge an adjac^ blan- 
ket as illustrated in FIG. 12 a moisture 80' 
barrier between blaidoets is obtaii^ simply 
by buttmg the biankets side-by-^ide. It is. 
therefore^ important that the tabe 60 be main- 
lined fiat prior to assembly in order to 
form the seal In addi1i(»u the fiat tab 60 85 
gives a neat appearance, being hardly dis- 
cemible. 

In the preferred embodiment, plasticized 
vmyl material baring similar ej^ansion and 
stpetdiii^ diaracteristios as the &dng 36 90" 
is used as the tape 40 to prevent wrinklmg 
of the facing 36 and tab oO. Other flexOde 
materials having similar expansion and 
stretching properties to plasticized vinyl 
could be used as the tape 40. 95 

The blanket 24 can be manufactured in 
ai^ widih desired and while 1-1/2 inch 
fhidaiess is preferred, Sicknesses of 1 to 3 
indies can be manufactured. 

The degree of ripdity and, therefore, the 100* 
sag of the blanket 24 vaiies with thickness 
aad density of the blanket A typical den- 
sity is one pound per cubic foot Since 
rigidity increases with an increase in den- 
sity, the density can be varied to obtun a *^ 
desked ri^dity. 

Fadng tabs on more than one of ibz mar- 
^ns of the blanket could be produced if 
deshred- A blanket with two tabs could be 
used in a similar manner to the blankets 110» 
of the prior art by pulling adjacent tabs of 
butted blankets together alon^ the edges of 
the longitudinal margin and stapling &e 
tabs. 

While the widths of the tab 60 and tape 115 
40 may be varied, in a preferred embodi- 
ment, the tab 60 is 2-1/2 inches wide and 
the width of the tape 40 is 3 inches pro- 
viding for a 1/2 inch overlap of the tape 40 
onto the face of pdmaiy portion 52 of the 120' 
blanket 24. 

FIGURE 6 illustrates a rolled package 
with edge strips rolled therewith. FIGURE 
7 which is a &agmentary end view show- 
ing edge strip 54 rolled in position against 12S 
tab 60 for temporarily protecting it by pro- 
viding a backing or packing mass. Prefer- 
ably edge strip 54 is not completely severed 
from main portion 24, but as indicated the 
wound arrangement would be suffident to 130" 
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teinporarfly retain it in posidon by friction 
even if severed. Preferably, strip 54 is sli^tly 
wider tban tab 60 for fnoviding more pro- 
tection for the tab. 
5 FIGURE 8 illustrates an edarged seg- 
ment of a longttudinal m>ss-section of a 
r II of insulaticm and shows the edge strip 
54 extending sl%htly beyond the edge of ^e 
tab 60. 

10 FIGURE 8A is similar to Figure 8. but 
illustrates an embo(yment where the edge 
fitrip 54' is left untrimmed to protect the 
tab 60. 

As illustrated in FIGURES 2 and 3. the 
15 very side extremity 70 is trimmed away by 
rotating saws 26 and is immediately dis- 
carded as scrap. Slotted ciicdar saw 27 
' piessing against a ba{^-^p roll sev^ edge 
strip 54 in a manner previously discuss^ 
20 FI0UK£ 4 iOustr^ the sid>stantially com- 




a3ong L^e 4-4 ^or to being loUed Into 
a p^Scage. 

25 An equally prefeissd, and possibly more 
economical* form d the invention is illus- 
trated in FIGURE 4A. HCTcin it will be 
noted that only one side extremity of blan- 
ket 24 has beea trinamed away. Le.. at side 

30 71. The other side extremity is not trimmed 
by a saw 26 as before and the side remains 
imsevered. In this ^tetnate entbodiinCTt, as 
. iHnstoted in the cross-sectional view of 
FIGURE 4A» it will be noted that an edge 

35 strip 54' undMlies tab 60 for the purpose 
previoudy described Its untrinmied side 
remaifiLS {noteaditis there&om to provide 
- gieater endwise protection for tab 60.^ In 
this wbodiment, the maigin 62 is slit as 
befc^e so that edge sbcq> 54' <an be removed 
at time of insta&tion. 

FIGURE 10 iUustrates a roll oC packaged 
insulatim hi the i»x>oess of beuig unrolled 
\nth strip 54 being puHed from its position 

45 to expose ti* 60. 'wifiiout the benefit of 
strip 54 or 54' during handHng, it is obvious 
that endwise f«K^ <mi the tab of the msula- 
latiwu whether in package form or not, 
would cause ^ysical deformation as indi- 

50 cated m FIGURE 9. Hiis. of cowsc. would 
ifltefero with its appearance and scaKng 
efficiency. 

As previoudy indicated, sagging of a 
panel of insulation supported on 5 foot 
•55 centers is a minor, in the range of 1/4 inch. 
With tape remforong tab 60, sag at the 
tab will be even less ttiereby resulting in the 
tab bemg pulled closer onto the adjacent 
panel 

60 The purpose of tape 40 and the method 
by which it was installed have htea pre- 
'\dously disclosed m this specification. An- 
other embodiment of tab 60 is illustrated 
in FIGURE llA where a portion of facing 

65 36 is folded back over itself for purposes 



of stfengtheoing the tab and for fueventh^ 
adhesive iftom coming into contact with the 
fibers of edge strip 54 or 54^ In this foon- 
ing process as illustrated in FIGURE I. 
tape 40 from roll 42 would be elimmated 70 
and ^eet feeing 36 would have a porti<m 
at its edge folded upon itself after adhesive 
is appli^ and prior to coming in contact 
with blanket 24. It will be noted Aat since 
the fadx^ is in^ervious to the adhesive no 75 
adhesive wiH come mto contact with the 
fibers of edge strip 54, 54'. 

Advantages of tbt msulating bracket m- 
elude its non-saving degree of rigidity, its 
convaiient roll packaging, and its protected 80 
inte^td tab 60. lliere is an elimination of 
the stapling requirement of the pri<^ art 
blankets or the separate taping of jomts 
betwe^ rigid blankets. The anooth flat tsib 
60 can form a substantial moisture barrier 85 
by simply overlapping an adjacent butted 
blanket 2i4. The need of additional supports 
to overcome the sag of blankets of the 
prior Bit is also eliminated. Hie overlap of 
the tab 60 conceals the butted joint between 90 
blankets and gives the impression that a 
series of blankets 24 joined together are a 
single smooth surface. Handling of the 
blanket 24 is also enhanced by tJie degree 
of rigjdity of tiie blanket making it easier 95 
to handle and to position. 

It is to be understood that the detailed 
embodiment of ^e invention described 
above lends itself to modification including 
changes m materials, the physical charac- 100 
teristics and the form of tiie insulating 
system. Thus, the ovedianpag fadng uti- 
Iized as a seam closing tab can be utilized 
in flat padcaged insulating board where a 
protective, di^sable strip is provided. Ac- 105 
cordin^y, it should be appreciated that the 
above disclosure is to be read as illustrative 
and not in a limiting sense. 

WHAT WE CLAIM IS:— 

I. A thermally insulating body com- HO 
prising: fibres bonded together to form a 
cesilient primary blaidcet, said primary blan- 
ket having a major face and a longitudinal 
margin, and an e4ge strip, a flexible sheet 
fadng means secured to the face of the 115 
blanket witii a portion extradiog beyond said 
lon^tudinal margin and ov^ at least a 
part of said edge strip to define a tab, the 
edge strip lymg along said longitudinal 
margm aod ext^ding at least to the longi- 120 
tudinal edge of said tab to protect the tab 
agamst physic^ deformation during 
handfing, a tape generally coextensive with 
and bonded to said tab to reinforce said 
tab and to prevent sticking of said edge 125 
st£%> to said tab. said e^e strip being 
adapted tor removal from the tab for expos- 
ing tiie tab at a time when said insulating 
body is installed whereby said tab is adapted 
to overlie an adjacent insulating body for 130 
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at least partially sealing tiiie joint &ere- 
between. 

. 2. A thezmally insulating body accord- 
ing to Oaim I'-vitodn Ibe ei&s strip is at 
5 least ' paitiaHy seraed from I3ie primary 
blanloet at the longkadinal maigin. 

3. A thermally insulating body according 
to Claim 1 wherein the edge strip is com- 
pletely severed from the primary blaadcet 

10 at the longltadh^ mox^au 

4. A thermally insulating body according 
to any one of Qanns 1-3 wherein tiie 
strip is retained gareiafly coMrteodve with 
the tab by a Motional engagement therewiUi 

is when the msulatmg body is in a rolled 



5. A thermally msula&ig body according 
to any one of Qaims 1-4 wherein said 
flexible sheet fadng means is' impervious 
20 for defining a vapour bam^^ 

' 6. A thermally insulating body axscord^ 
ing to any one of Cldms 1-5 wherein: said 
flexMe sheet fadng means is bonded to the 
'major face of the blanket 
25 ' 7. A thermaHy insulating body accord- 
ing to any one of Qaims 1-6 . wherein the 
width of said tape is sligjxtly greater than 
the width of said tab. 
8. A thermally insulating body accord- 
30 ing to any one of Claims 1-6 wherein; said 
tape has a wid& xdertensive with the tab 
width. 

: 9. A thoimally insulating body accord- 
mg to any one Claims 1-8 wherem said 
•35 tape is constituted by a portion of a loi^- 
todinal edge of said flexible sheet facmg 
fn^ang which is folded, u^on itself. 

10, A theCTKSly instating body accord- 
ing to any <me of CUiims 1*8 wherein said 

'-'46 tape is 's^aiate from said flerible sheet 
fadng means. 

11. A method of producing a UiennaBy 
insulating body oonsprismg: forming fibres 
mto a thermally msulating blaidcet, shtting 

45 the blarfcet longitudinally at kast along one 
side to form a pthnafy blaidcet and a re- 
mov^le edge strip with the edge stnp re- 



n^flinlng in position irelative to the primary 
blanket, applying a flexible sheet fadng 
matwfel over the primary blanket and over 50 
at least a part of the width of the ed^ 
str^, providing a tape along one longi- 
tudinal edge of said sheet facmg and bond- 
ing said tape to said ^xeet facing, bonding 
&e flexible sheet ladng to the primary 55 
bUudoet, said tape preventing the bonding 
of said edge strip to said sheet &dng, and • 
pac^cagmg the resultant msiilating body witii 
tile edge strip rCTainmg in position to pro- 
tect its overiying sheet fadng from def OTna- 
tion during handling whereby the edge strip 
is adapted to be removed upon unpackagmg 
and mstallation to expose the overljing 
sheet fadng reinf<Hced by said tape as -a 
cantilevered portion to define a sealing tab. 65 

12. A method according to Qaim 11 
wherein tiie slMng step conipletcay severs 
the edge strip from the i>rimaiy Uanket *• 

13. A method according to Oaka 11 or 
Oaim 12 wherein said tape is provided by 70 
folding a portion of a longitudinal edge of 
said sheet fedng upon itself. 

14. A method according to Oaim 11 or 
Oaim 12 wherein said tape is separate from 
said sheet farang. 

15. A thermally insulating body^ sub- 
stantially as herdnbef ore desmbed witii re- 
ference to and, as shown in Figures 1 to 
II. or Kgiffes 1 to 11 as modified by Figure 
4/4, Figure 8^ or Figure llA, of tiie acoom- 80 
panying drawing. 

16. A method as claimed m Oaim 11 
and substantially as herdnbefore described 
with reference to Figures 1 to 11, or Figores 

1 to 11 as modmed by Ffeure 4A. Figure 85 
%A or Figiire 11^, of the accompanyfaig 
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